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[57] ABSTRACT 
A catalytic converter for effecting puri?cation of auto 
mobile exhaust gases comprises a casing having inlet 
and outlet, at least two separate catalyst carriers within 
the casing, a spacer ring element for connecting the 
catalyst carriers together in longitudinally spaced and 
aligned relation to each other to provide a single unitary 
structure of catalyst carriers, and a cushioning layer 
positioned in compressed sandwich fashion between the 
unitary structure and the casing. 

4 Claims, 9 Drawing Figures 
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CATALYTIC CONVERTER FOR PURIFYING ’ 
GASES 

BACKGROUND OF THE INVENTION 

The present invention generally relates to a catalytic 
converter for the puri?cation of exhaust gases and, 
more particularly, to a catalytic converter utilizing solid 
honeycomb type catalyst carriers. 
The type of catalytic converter to which the present 

invention pertains is largely used in an automobile for 
the substantial puri?cation, or minimization, of pollut 
ants present in exhaust gases emitted from an automo 
bile internal combustion engine. In general, in a cata 
lytic converter utilizing a solid honeycomb type cata 
lyst carrier, the carrier has numerous design limitations 
and, because of these design limitations, a carrier having 
a relatively small length for a given pattern of flow of 
exhaust gases therethrough is considered to be most 
desirable. Speaking conversely, if the carrier has a rela 
tively large length, not only does the manufacture of the 
carrier by the use of the existing extrusion technique 
involve dif?culties, but similar dif?culties are also in 
volved in depositing a catalyst on surfaces of macro 
pores, which communicate with generally parallel 
closely adjacent ?ow passages in the carrier, at a por 
tion substantially intermediate of the length of the car 
rier. In addition, the greater the length of the carrier, 
the more likely the occurrence of uneven distribution of 
heat energies evolved in the carrier, which may in turn 
result in undesirable thermal deformation of the carrier 
thereby reducing the durability of the catalytic con 

In order to improve the handling capacity of the 
catalytic converter with respect to a relatively large 
amount of exhaust gases, the employment of two or 
more catalyst carriers in one catalytic converter has 
fairly recently been practised. Shown in FIGS. 1 to 3 of 
the accompanying drawings is one example of the prior 
art catalytic converter utilizing two catalyst carriers, 
reference to which will now be made. 

Referring to FIGS. 1 to 3, particularly to FIG. 1, the 
prior art catalytic converter comprises a cylindrical 
metallic casing 10 having generally frusto-conical me 
tallic end closure members 11 and 12 secured at respec 
tive ends of the casing 10 and protruding outwardly 
therefrom in alignment with the longitudinal axis of the 
casing 10. Each of the end closure members 11 and 12 is 
in the form of a duct, and the end closure members 11 
and 12 provide respective inlet and outlet openings of 
the casing 10. The casing 10 has a pair of catalyst carri 
ers 13 and 14 installed therein in spaced relation to each 
other and in axially aligned relation to the casing 10, 
each of the catalyst carriers 13 and 14 being of a honey 
comb type having a plurality of generally parallel 
closely adjacent flow passages 13a or 140 extending 
longitudinally of the carrier 13 or 14. Each of the carri 
ers 13 and 14 also has a catalyst deposited on surfaces of 
macropores communicating with the flow passages 13a 
or 14a and surfaces de?ning the ?ow passages 13a and 
14a. 
The prior art catalytic converter shown is so de 

signed that the exhaust gases entering the casing 10 
through the end closure member 11 can flow into the 
space S between the carriers 13 and 14 through the ?ow 
passages 13a in the carrier 13 in contact with the cata 
lyst and, after having been stirred in thespace S to 
enable the exhaust gases to be introduced uniformly into 
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the flow passages 14a in the'carrier 14, ?ow towards the 
end closure member 12 and then towards the atmo 
sphere through the ?ow passages 14a in the carrier 14in 
contact with the catalyst. 

In order to avoid any possible vibrations of the cata 
lyst carriers 13 and 14 relative to the casing 10 which 
would result in damage to the catalyst carriers 13 and 
14, the prior art catalytic converter further comprises 
an annular spacer ring 15 for retaining the catalyst carri 
ers 13 and 14 in substantially permanently spaced rela 
tion to each other and a cushioning layer 16 or 17 for 
each catalyst carrier 13 or 14 positioned within an annu 
lar clearance between the casing 10 and the correspond 
ing catalyst carrier 13 or 14. The annular spacer ring 15 
is of a type having an outer diameter substantially equal 
to the inner diameter of the casing 10 and having a 
substantially intermediate portion 15a radially inwardly 
recessed to provide a generally U-sectioned spacer. 
Within the casing 10, this annular spacer ring 15 is in 
stalled in such a manner that the opposed end portions 
of the spacer ring 15 overlie respectively the opposing 
inner ends of the associated catalyst carriers 13 and 14 
through the cushioning layers 16 and 17 on the catalyst 
carriers 13 and 14 and the spacer 15a protrudes a prede 
termined distance radially inwardly into the space S to 
keep the catalyst carriers 13 and 14 positioned on re 
spective sides of such spacer 1511. 
Each of the cushioning layers 16 and 17 is made of a 

web of metallic mesh fabric or a knitted web of ceramic 
?bers and is mounted on the corresponding catalyst 
carrier 13 or 14 by wrapping the cushioning web there 
around prior to the catalyst being inserted into the cas 
ing 10. 

Because of the employment of the separate cushion 
ing layers 16 and 17, the illustrated prior art catalytic 
converter requires time-consuming and cumbersome 
assemblage which tends to adversely affect the cost of 
the catalytic converter. Furthermore, since the cushion 
ing layers 16 and 17 on the respective catalyst carriers 
13 and 14 are mounted in compressed sandwich fashion 
within the casing 10, a portion of one or both of the 
cushioning layers 16 and 17 tends to be squeezed into 
the space S, in a manner such as shown in FIG. 3, 
through a clearance between the spacer ring 15 and the 
corresponding catalyst carrier 13 and 14. This often 
happens when the catalyst converter is assembled by 
inserting the catalyst carrier 13 or 14 with the corre 
sponding cushioning layer 16 or 17 thereon into the 
casing 10, then inserting the annular spacer ring 15 and 
?nally inserting the other catalyst carrier 14 or 13 with 
the corresponding cushioning layer 17 or 16 thereon 
into the casing 10. 
Other examples of prior art catalytic converters uti 

lizing two or more catalyst carriers are disclosed in the 
U.S. Pat. Nos. 3,937,617 and 3,969,083, both patented in 
1976. The catalytic converter disclosed in the ?rst men 
tioned U.S. patent is substantially similar to that dis 
cussed above with reference to FIGS. 1 to 3, except that 
the annular spacer ring used therein has a rectangular 
cross sectiomThe catalytic converter constructed ac 
cording to the ?rst mentioned U.S. patent has the cush 
ioning layers held within the casing in compressed sand 
wich fashion after having been inserted into the casing 
together with the catalyst carrier and they are bonded 
to the casing by the utilization of a plug welding tech 
nique which applies weld deposits from apertures in the 
casing into ~ the cushioning layers thereby simulta 
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neously connecting the cushioning layers to the wall of 
the casing and closing the apertures in the casing. 
As compared with the prior art catalytic converter of 

the construction shown in FIGS. 1 to 3, the prior art 
catalytic converter disclosed in the ?rst mentioned US. 
patent appears to be satisfactory and effective in terms 
of rigid retention of the catalyst carrier within the cas 
ing, but the employment of the plug welding method 
causes the assemblage of the catalytic converter to be 
not only time-consuming and cumbersome, but also 
expensive. 
The second mentioned U.S. patent discloses a cata 

lytic converter utilizing at least two catalyst carriers 
housed within the casing in spaced relation to each 
other and spaced from each other by means of an annu 
lar spacer ring of substantially U-shaped cross section 
while the outer peripheries of the respective catalyst 
carriers are held in direct contact with the casing. In 
order to attain a rigid connection between the catalyst 
carriers in spaced relation to each other, the peripheral 
edges of the catalyst carriers, which face each other in 
the assembled condition of the catalytic converter, are 
chamfered on one hand and a pair of cushioning rings, 
each made of a knitted sleeve of metallic wire com~ 
pressed into a generally triangular cross-sectional con 
?guration, are positioned within respective triangular 
section spaces de?ned by the chamfered peripheral 
edge of the corresponding catalyst carrier, the casing 
and the annular spacer ring. 

In the prior art catalytic converter disclosed in the 
second mentioned U.S. patent, since the catalyst carri 
ers are in direct contact with the casing, there is the 
possibility that the thermal ef?ciency of the catalyst 
carriers will be adversely be affected to such an extent 
as to reduce the purifying efficiency of the catalytic 
converter. 

SUMMARY OF THE INVENTION 

Accordingly, the present invention has been devel~ 
oped with a view to substantially eliminating these dis 
advantages and inconveniences inherent in the prior art 
catalytic converters and has for its object to provide an 
improved catalytic converter wherein simple and inex 
pensive means for retaining the catalyst carriers within 
the casing is employed. 
Another object of the present invention is to provide 

an improved catalytic converter of the type referred to 
above wherein the employment of the simple and inex 
pensive retaining means results in the employment of a 
single cushioning layer for all of the catalyst carriers, 
thereby enabling easy and ready mounting of the cata~ 
lyst carriers in the casing. 
A further object of the present invention is to provide 

an improved catalytic converter of the type referred to 
above which can, therefore, be manufactured at re 
duced cost and in a simple manner without requiring 
any complicated and time-consuming manufacturing 
procedures. 
These and other objects of the present invention can 

readily be accomplished by utilizing a unique spacer 
ring means so designed as to retain the catalyst carriers 
in longitudinally spaced relation to each other within 
the casing and also to enable the single knitted web of 
heat-insulating and cushioning material to be wrapped 
around the assembly of the catalyst carriers and the 
spacer ring means prior to the insertion of such assem 
bly into the casing, said knitted web of heat-insulating 
and cushioning material forming a heat-insulating and 
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cushioning layer in compressed sandwich fashion 
within the casing when and after the assembly has been 
inserted into the casing together with the heat-insulat 
ing and cushioning web. 

In accordance with the present invention, the unique 
spacer ring means serves not only as a connecting ele 
ment for connecting the catalyst carriers together, but 
also as a spacer necessary to keep the catalyst carriers in 
longitudinally spaced relation to each other. This 
unique spacer ring means has a pair of a plurality of, for 
example, at least two, stop pawls with which the cata 
lyst carriers connected together by the same spacer ring 
means are engaged in longitudinally spaced relation, the 
space between the catalyst carriers corresponding to 
the space between the pairs of the stop pawls. 

BRIEF DESCRIPTION OF THE DRAWINGS 

These and other objects and features of the present 
invention will become apparent from the following 
description of preferred embodiments thereof taken in 
conjunction with the accompanying drawings, in 
which: 
FIG. 1 is a longitudinal sectional view of the prior art 

catalytic converter; 
FIG. 2 is a cross sectional view, on a somewhat re 

duced scale, taken along the line II—II in FIG. 1; 
FIG. 3 is a longitudinal sectional view of a portion of 

the prior art catalytic converter shown in FIG. 1; 
FIG. 4 is a longitudinal sectional view of a catalytic 

converter according to a preferred embodiment of the 
present invention; . 
FIG. 5 is a cross sectional view, on a somewhat re 

duced scale, taken along the line V—V in FIG. 4; 
FIG. 6 is a perspective view of a spacer ring used in 

the catalytic converter shown in FIG. 4; 
FIG. 7 is a view similar to FIG. 4, showing another 

preferred embodiment of the present invention; and 
FIGS. 8 and 9 are cross sectional views taken along 

the lines VIII—-VIII and IX—IX shown in FIG. 7, 
respectively. 

DETAILED DESCRIPTION OF THE 
INVENTION 

Before the description of the present invention pro 
ceeds, it is to be noted that like'parts are designated by 
like reference numerals throughout the accompanying 
drawings. It is also to be noted that, although the pres 
ent invention is applicable to a catalytic converter using. 
three or more catalyst carriers, it will be described as 
applied to a catalytic converter using two catalyst carri 
ers for the sake of brevity. 

Referring now to FIGS. 4 to 6, particularly to FIGS. 
4 and 5, the casing 10 has a cylindrical configuration in 
cross-section and has opposite ends to which the frusto 
conical end closure membersll and 12 are rigidly se 
cured by any known method, for example, by the appli 
cation of weld deposits to the individual joints between 
radially outwardly protruding ?anges 11a and 12a of 
the respective end closure members 11 and 12 and the 
wall of the casing 10. It is to be noted that each of the 
radially outwardly protruding ?anges 11a and 12a of 
respective end closure members 11 and 12 has an inner 
diameter smaller than the diameter of the solid honey 
comb type catalyst carriers 13 and 14 employed. As is 
well known to those skilled in the art, the honeycomb 
type catalyst carriers 13 and 14 are generally made of a 
porous, inert, solid, refractory material in skeletal form 
with the parallel closely adjacent ?ow passages 13 and 
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14 de?ned therein and extending throughout the longi 
tudinal extent thereof. The catalyst carriers 13 and 14 
have a catalyst deposited on surfaces of macropores 
communicating with the flow passages 13a and 14a and 
also surfaces de?ning'the flow passages 13a and 14a. 
The catalysts deposited on the catalyst carriers 13 and 
14 are preferably a reduction catalyst and an oxidization 
catalyst, respectively, although the same or a combina 
tion catalystrnay be utilized on both carriers. 
The catalystcarriers 13 and 14 are mounted within 

the casing 10 in longitudinally spaced relation to each 
other with a single cushioning layer 18 positioned in 
compressed sandwich fashion between the outer periph 
eral surfaces of the respective catalyst carriers 13 and 14 
and the wall of the casing 10. These catalyst carriers 13 
and 14 within the casing 10 are connected together and 
kept in spaced relation to each other by means of a 
spacer ring means generally identi?ed by R and made of 
a metallic material, preferably a steel material. 
The spacer ring means R employed in the embodi 

ment shown in FIGS. 4 and 5 comprises, as best shown 
in FIG. 6, an annular ring body 19 having an inner 
diameter substantially equal to or slightly larger than 
the diameter of any one of the catalyst carriers 13 and 14 
and an outer diameter smaller than the inner diameter of 
the casing 10. This annular ring body 19 has two sets of 
two or more, for example, four as illustrated, stop pawls 
20 and 21 protruding radially inwardly therefrom, each 
set of said stop pawls 20 and 21 being positioned within 
the interior of the annular ring body 19 at a location 
spaced a certain distance from the respective end ex 
tremity of the annular ring body 19. Preferably, the stop 
pawls 20 and 21 of these sets are alternately positioned 
one after another in the circumferential direction of the 
annular ring body 19 as best shown in FIG. 6. 

It is to be noted that, as illustrated, each of the stop 
pawls 20 and 21 of these sets is formed by the use of any 
known metal press operation, for example, by bending a 
portion at the respective end of the annular ring body 19 
radially inwardly of the annular ring body 19, leaving a 
respective cutout at such end of the annular ring body. 
The cushioning layer 18 may be of any known mate 

rial such as described in connection with the illustrated 
prior art and is preferably made of a knitted web of 
metallic mesh fabric which also serves as a heat insula 
tor. This knitted cushioning web is, after the catalyst 
carriers 13 and 14 are assembled together with the annu 
lar ring body 19 positioned therebetween, wrapped 
around the assembly in one or more convolutions prior 
to the insertion of the assembly into the casing 10. The 
knitted cushioning web thus wrapped around the assem 
bly of the catalyst carriers 13 and 14 and the annular 
ring body 19 is, when the assembly is inserted into the 
casing 10, held in compressed sandwich fashion within 
a clearance between the casing 10 and the assembly 
thereby forming the cushioning layer 18. 
Where the inner diameter of the annular ring body 19 

is slightly larger than the diameter of any one of the 
catalyst carriers 13 and 14, the use of any suitable bond 
ing agent of a type which, when solidi?ed, has a high 
thermal resistanceand, simultaneously, serves as a ?ller 
material is recommended not only to connect the corre 
sponding catalyst carrier to the annular ring body 19, 
but also to ?ll up any possible clearance between the 
corresponding catalyst carrier and the annular ring 
body 19. Where the inner diameter of the annular ring 
body 19 is substantially equal to the diameter of any one 
of the catalyst carriers 13 and 14, it is possible to con 
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6 
nect vthe corresponding catalyst carrier to the annular 
ring- body 19 under pressure although any suitable 
bonding agent may also be used. 

Hereinafter, the manner in which the catalytic con 
verter of the construction hereinbefore described is 
assembled will be described. In the first place, the cata 
lyst carriers 13 and 14 are connected together in longi 
tudinally spaced relation to each other by the use of the 
annular ring body 19 with ends of the respective cata 
lyst carriers 13 and 14 inserted into the annular ring 
body 19 in the opposite directions with respect to each 
other until they abut the sets of the stop pawls 20 and 
21. At this time, the bonding agent is preferably used to 
connect the ends of the respective catalyst carriers 13 
and 14 to the annular ring body 19. The knitted cushion 
ing web is then wrapped around the assembly thus 
formed, the knitted cushioning web being of a type 
having a width equal to the overall longitudinal length 
of the assembly. Thereafter, the assembly with the knit 
ted cushioning web wrapped therearound is inserted 
into the casing 10 whilethe knitted cushioning web is 
caused to be compressed radially inwardly as the assem 
bly is inserted. The knitted cushioning web forms the 
cushioning layer 18 at the time of and after the comple 
tion of insertion of the assembly together with such 
knitted cushioning web. During the insertion of the 
assembly with the knitted cushioning web thereon into 
the casing 10, the casing 10 may have one of the end 
closure members 11 or 12 already secured to the corre 
sponding end thereof and the other of the end closure 
member 12 or 11 is secured to the other end of the 
casing 10 after the completion of insertion of the assem 
bly into the casing 10. Alternatively, the end closure 
members 11 and 12 may be sequentially secured to the 
corresponding ends of the casing 10 after the comple 
tion of insertion of the assembly into the casing 10. 

Referring still to FIGS. 4 and 5, reference numeral 22 
represents a secondary air supply nozzle having one end 
?anged and situated externally of the casing 10 and the 
other end protruding into the space S between the cata— 
lyst carriers 13 and 14 through the casing 10, then the 
cushioning layer 18 and ?nally an opening 23 de?ned in 
the annular ring body 19, the function of said air supply 
nozzle 22 being well known to those skilled in the art. 
However, brie?y speaking, the secondary air supply 
nozzle 22 is used to supply fresh air into the space S to 
facilitate not only the stirring of the exhaust gases ready 
to flow into the catalyst carrier on the downstream side 
with respect to the direction of flow of the exhaust 
gases, but also oxidization of the exhaust gases flowing 
through the catalytic converter. This secondary air 
supply nozzle 22 may not be always necessary. How 
ever, if used, it may be installed after the manufacture of 
the catalytic converter has completed, with a portion of 
the nozzle 22 adjacent the ?anged end welded to the 
casing 10. 
Although the spacer ring means R has been described 

as constituted by the annular ring body 19 in the forego 
ing embodiment shown particularly in FIGS. 4 and 5, it 
may be constituted by a pair of mating split ring seg 
ments which, when assembled together, have a shape 
similar to the annular ring body 19 shown in FIG. 6. 
Shown in FIGS. 7 to 9 is an example in which the 

concept of the present invention is applied to a catalyst 
converter of a substantially ?attened, generally ellipti 
cal cross-section con?guration, reference to which will 
now be made. 
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Referring‘to FIGS. 7 to 9, the substantially ?attened“ 
catalytic converter comprises a generally elliptical 
cross-section metallic casing 100 including top and bot 
tom shells 101 and 102 of identical construction each 
having a peripheral ?ange 103 or 104 extending out 
wardly therefrom substantially about its entire periph 
ery. The top shell 101 has at its opposed ends with 
generally semi-cylindrical downwardly concave por 
tions 105 and 107 with steps de?ned at 101a and 101b, 
and similarly the bottom shell 102 is formed at its op 
posed ends with generally semi-cylindrical upwardly 
concave portions 106 and 108 with steps de?ned at 102a 
and 102b. The concave portions 105 and 107 of the top 
shell 101 cooperate with the concave portions 106 and 
108 of the bottom shell 102, respectively, so that when 
the top and bottom shells 101 and 102 are ?anged to 
gether, that is, placed one above the other with the 
peripheral ?anges 103 and 104 welded together, the 
concave portions 105 and 106 de?ne an outwardly ta 
pering, generally frusto-conical inlet duct 109 and the 
concave portions 107 and 108 de?ne an outwardly ta 
pering, generally frusto-conical outlet duct 110. 

Within the casing 100, the catalyst carriers 13 and 14 
are installed in longitudinally spaced relation to each 
other in alignment with the inlet and outlet ducts 109 
and 110, it being however understood that each of the 
catalyst carriers 13 and 14 employed in this embodiment 
shown in FIGS. 7 to 9 has cross sectional shape similar 
to the cross sectional shape of the casing 100. 
The spacer ring means R employed in the embodi 

ment shown in FIGS. 7 to 9 is constituted by a pair of 
mating split ring segments 111 and 112 having a gener 
ally semi-elliptical shape such that when these split ring 
segments 111 and 112 are assembled together with the 
opposite side edge portions of the split ring segment 111 
contacting the respective opposite side edge portions of 
the split ring segment 112 in overlapping relation to 
each other as best shown in FIGS. 8 and 9, the split ring 
segments 111 and 112 together have a generally ellipti 
cal shape similar to the cross sectional representation of 
the catalyst carriers 13 and 14. Each of these split ring 
segments 111 and 112 has two spaced sets of one or 
more, for example, three, spaced stop pawls 111a and 
lllb or 112a and 11212, all of the stop pawls 111a and 
112a and all of the stop pawls lllb and 1121) being 
respective functional equivalents of, and formed in a 
similar manner to, the pairs of the stop pawls 20 and 21 
in the annular ring body 19 employed in ,the foregoing 
embodiment. 
The catalytic converter according to the embodiment 

shown in FIGS. 7 to 9 can be assembled in a substan4 
tially similar manner to that described in connection 
with the embodiment of FIGS. 3-6. More speci?cally, 
after the catalyst carriers 13 and 14 have been con 
nected together in spaced relation to each other by the 
use of the split ring segments 111 and 112 and then 
wrapped with the knitted cushioning web, the assembly 
is placed on the bottom shell 102 and the top shell 101 
is subsequently flanged to the bottom shell 102. At the 
time of completion of the assemblage, the knitted cush 
ioning web is held in compressed sandwich fashion 
between the casing 100 and the assembly of the catalyst 
carriers 13 and 14 spacedly connected together with the 
spacer ring means R, thereby forming the cushioning 
layer 18. 
Even in the embodiment shown in FIGS. 7 to 9, 

although the spacer ring means R has been described as 
constituted by the pair of the split ring segments 111 and 

.... 5 

25 

35 

45 

50 

65 

8 
112, it may be constituted by a single annular sleeve 
member similar in construction to the annular ring body 
shown in FIG. 6. In this case, the annular sleeve mem 
ber has to be ?attened to assume a cross sectional shape 
complementary to the cross sectional shape of the cata 
lyst carriers 13 and 14. 
From the foregoing description of the present inven 

tion, it is clear that the catalyst converter according to 
the present invention can be readily and economically 
manufactured because of the unique spacer ring means. 
This unique spacer ring means is effective not only to 
connect the catalyst carriers together in longitudinally 
spaced relation to eachother, but also to enable the use 
of a single cushioning layer wrapped around both of the 
catalyst carriers. Because of the single cushioning layer, 
the catalyst carriers and the space therebetween can 
advantageously be kept in heat insulated relation to the 
casing. Nevertheless, not only can an arbitrary displace 
ment of the catalyst carriers relative to each other be 
prevented, but also transmission of vibrations of the 
casing to the assembly of the catalyst carriers can be 
minimized. 
Although the present invention has fully been de 

scribed in connection with the preferred embodiments 
thereof with reference to the accompanying drawings, 
it is to be noted that various changes and modi?cations 
will be apparent to those skilled in the art. By way of 
example, although the cushioning ‘layer has been de 
scribed as constituted by a knitted web of cushioning 
material, preferably metallic mesh fabric, it may be 
constituted by a sleeve of the same material. 

Moreover, where the number of the catalyst carriers 
in one casing is more than two such as illustrated, it will 
readily be seen that the number of the spacer ring means 
to be employed should be one less than the number of 
the catalyst carriers, one positioned between each ad ja 
cent two catalyst carriers. 

Accordingly, such changes and modi?cations are to 
be understood as being included within the true scope 
of the present invention unless they depart therefrom. 
We claim: 
1. A catalytic converter for effecting puri?cation of 

exhaust gases by catalytic reaction, which comprises, in 
combination: 

a generally elongated casing having at one end an 
inlet for receiving the exhaust gases and at the 
other end an outlet for discharging the exhaust 
gases which have been passed through the casing; 

at least two separate catalyst carriers of honeycomb 
type positioned in said casing and each having a 
plurality of parallel closely adjacent ?ow passages 
extending throughout the length thereof; 

a spacer ring means between said catalyst carriers and 
connecting the catalyst carriers together in longitu 
dinally spaced relation in a unitary structure, said 
spacer ring means being an annular spacer body 
having a cross-sectional shape similar to that of said 
catalyst carriers and a size for securing the ends of 
said catalyst carriers therein, and two sets of stop 
pawls each having at least two' stop pawls protrud 
ing radially inwardly from 'the annular spacer 
body, one set adjacent each end of said spacer 
body, each stop pawl in a set being spaced in 
wardly from a corresponding end of said spacer 
body, said annular spacer body having the opposed 
ends of the adjacent catalyst carriers within said 
spacer body and abutting the pawls of the corre 
sponding sets and holding the catalyst carriers'in 
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alignment with the longitudinal axis of the casing 
and retaining the catalyst carriers in position in the 
unitary structure; and 

a heat-insulating and cushioning layer positioned in 
compressed sandwich fashion between the unitary 
structure and the casing and surrounding the uni 
tary structure. 

2. A catalytic converter as claimed in claim 1, 

wherein each of the stop pawls is formed by bending a 

corresponding end portion of the annular spacer body 
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in a direction radially inwardly of the annular spacer 
body. 

3. A catalytic converter as claimed in claim 2, 
wherein ‘the cushioning layer is constituted by a knitted 
web of metallic mesh fabric. 

4. A catalytic converter as claimed in claim 2, further 
comprising an air supply nozzle having one end situated 
externally of the casing for ?uid-connection to a source 
of air and the other end extending into the space be 
tween the catalyst carriers inside the casing, said air 
supply nozzle supplying air into the space between the 
catalyst carriers. 

* * * * ill 


